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Description

[0001] The invention relates to an apparatus for pro-
viding at least one plastic edge to a first plate edge, which
first plate edge is bound at the ends by two second plate
edges, the apparatus being provided with at least one
substantially U-shaped mold of elastically deformable
material such as natural or synthetic rubber, which mold
comprises a mold body and a first and second mold leg
and which mold, in use, together with the plate edge,
bounds a mold cavity having a cross-sectional shape
which corresponds to a desired shape of the plastic edge
to be provided, the mold cavity being accessible to liquid
plastic via at least one injection opening, the mold being
placed in a carrier, while press-on means are provided
for pressing, in use, the legs of the U-shaped mold on
the plate.
[0002] When, in this context, a U-shaped mold is dis-
cussed, here, in particular the outside configuration of
the mold is involved. As indicated, the mold cavity bound
by the mold and the plate edge usually has a different
shape, which shape is defined by the desired shape of
the plastic edge to be formed.
[0003] An apparatus of the type described in the open-
ing paragraph is known from, for instance, Dutch patent
187733 or its patent family member DE-A-4110150. The
problem that is described in this publication involves de-
formation of the mold cavity resulting from pressing the
elastically deformable mold part with the aid of press-on
means. Here, reference is made to the German patent
application 3.516.452 wherein the mold is completely en-
closed by the carrier and a press-on element. In the Dutch
patent this complete locking is discarded and, converse-
ly, space is created around the mold in order to reduce
deformation of the mold cavity to a minimum. However,
as a result of this, the problem of positioning the mold
relative to the plate, the carrier and the press-on element
is formed. The fact is that, to a large extent, the mold lies
clear and is no longer locked so that displacement of the
mold relative to the plate during injection of the plastic is
possible unless measures are taken to that end. These
measures constitute the subject of the Dutch patent men-
tioned.
[0004] In the present invention, the problems to which
the Dutch patent provides a solution are no longer at
issue because, in the present invention, the mold is once
more substantially confined by the carrier and the press-
on means. With the apparatus according to the invention,
deformation of the mold cavity as a result of the mold
being pressed hardly occurs, if at all, in that, inter alia,
the press-on means are designed in a special manner.
Furthermore, the apparatus known from the Dutch patent
is relatively expensive in that all sorts of positioning
means are to be provided.
[0005] The object of the invention is an apparatus with-
out the drawbacks of the known apparatus, wherein a
plastic edge can be formed onto a plate without expen-
sive positioning means while, nevertheless, the predict-

ability of the shape of the plastic edge is guaranteed to
large extent.
[0006] To this end, according to the invention, the ap-
paratus of the type described in the opening paragraph
is characterized in that the carrier comprises a U-shaped
carrier section with a first carrier leg, a carrier body and
a second carrier leg, the mold being placed in a corner
created by the first leg and the body of the carrier, the
press-on means comprising at least one first press-on
leg and a first flexible hose, the flexible hose being ac-
commodated between the first press-on leg and a second
carrier leg, while the first flexible hose is connected to a
source of compressed air and is provided with a valve
for reducing the pressure in the hose.
[0007] The first press-on leg and the first flexible hose
ensure a-uniform press-on force over the entire length
of the plate edge. As the press-on force is uniform over
the entire length of the first plate edge, a complete closure
of the mold cavity can already be effected with a relatively
limited press-on force. As the press-on force is only lim-
ited, hardly any elastic material will be urged from the
legs of the mold in the direction of the mold cavity. Con-
sequently, hardly any deformation, if any, of the mold
cavity will occur. Furthermore, a flexible hose connected
to a source of compressed air is a particularly inexpensive
means to provide the drive of the press-on means. That
is why the apparatus according to the invention is much
less expensive than apparatuses known heretofore.
Moreover, the height of the apparatus is particularly small
and it contains few maintenance-prone parts. Conse-
quently, the apparatus is particularly durable and little
vulnerable.
[0008] Naturally, it is possible to remove the press-on
force again by draining the first hose. However, according
to a further elaboration of the invention, it is preferred
when the first press-on leg forms part of a substantially
U-shaped press-on section also comprising a second
press-on leg and a press-on body, which press-on sec-
tion can be shifted relative to the carrier section in a di-
rection parallel to the carrier body and perpendicular to
the plate, while the first flexible hose forms part of drive
means which are provided for realizing the displacement
of the press-on section relative to the carrier section. It
is then preferred when the drive means are provided with
a second flexible hose which is confined between the
second carrier leg and the second press-on leg, while
the two flexible hoses are connected to a source of com-
pressed air and are each provided with a valve for re-
leasing the pressure in the respective hose.
[0009] With such an embodiment, the first press-on
leg, more in particular the press-on section, can be pos-
itively moved upwards and downwards relative to the car-
rier section so that actual space between the legs of the
mold can be created for removing the plate therefrom.
[0010] According to a further elaboration of the inven-
tion, the mold placed in the carrier is kept in place, in use,
by suction means provided at least in the carrier body
and, optionally, in the first carrier leg. These suction
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means prevent the mold from being pulled from the car-
rier when the plate is taken out. Furthermore, in a simple
manner, the suction means ensure that the mold accu-
rately abuts, with the mold body and, optionally, with the
first mold leg, over the entire length of the mold, against
the carrier body, the first carrier leg, respectively. A de-
fined and an accurate abutment of the second mold leg
is provided by pressing the first press-on leg of the press-
on section by means of inflating the first flexible hose.
For the purpose of taking the mold from the carrier an
excess pressure can be created in the suction means so
that the mold is, as it were, blown from the carrier.
[0011] For the purpose of closing off the end faces of
the mold cavity, according to a further elaboration, the
apparatus is provided with two closing blocks which, in
use, are pressed against the second plate edges.
[0012] Here, for the purpose of positioning the plate
relative to the mold, each closing block can be provided
with a positioning element that cooperates with a second
plate edge for accurately positioning the respective clos-
ing block relative to the first plate edge. Each positioning
element can for instance comprise a pin connected to
the closing block, which can be received in an accurately
positioned hole in the second plate edge.
[0013] Further, one closing block can be provided with
an injection opening which, via an injection channel, is
in fluid communication with the mold cavity. The other
closing block can be provided with a riser in the shape
of a channel which, on the one side, ends up in the mold
cavity and, on the other side, in the free space. A plastic
injecting device can be connected to the injection open-
ing. During injection of plastic via the injection opening,
the mold cavity will fill up while, when the mold cavity is
completely filled, the plastic will re-emerge via the riser
in the other closing block. This emerging is an indication
of the fact that the mold cavity is completely filled.
[0014] The invention also relates to method for provid-
ing a plate with a plastic edge utilizing an apparatus ac-
cording to invention, wherein a plate is provided with a
first plate edge to be provided with a plastic edge and
with second plate edges bounding this first plate edge
while, on each second plate edge, a closing block is po-
sitioned relative to the first plate edge, while thereupon,
the plate is slid into the mold cavity of the mold until the
closing blocks abut against the body of the mold, the
press-on means being brought to a pressing condition
by inflating the first flexible hose so that the legs of the
mold are in liquid-tight perfect abutment with the main
surfaces of the plate for forming a liquid-tightly closed-
off mold cavity, while, thereupon, a plastic injecting de-
vice is connected to an injection opening and plastic is
injected into the mold cavity until the plastic flows from a
riser provided in the other closing block.
[0015] Such a method leads in an efficient, rapid and
relatively inexpensive manner to a plate provided with a
plastic edge. Moreover, the method can be automated
in a simple manner with the aid of the apparatus. Further,
with the aid of the method, also in a simple manner, a

plate can simultaneously be provided on two opposite
plate edges with a plastic edge. Naturally, the apparatus
must then be designed double, in that two molds, two
carrier sections, two press-on sections et cetera are pro-
vided which are arranged opposite each other and be-
tween which the plate can be received. In that case it is
preferred that the molds, carrier sections, press-on sec-
tions are arranged for movement towards each other and
away from each other so that plates of different dimen-
sions can be received therebetween.
[0016] According to a further embodiment of the meth-
od, for the purpose of positioning the closing blocks, a
hole can be provided in each second plate edge at an
accurately determined distance from the first plate edge,
in which hole a positioning pin of a respective closing
block can be received.
[0017] The invention will presently be further clarified
on the basis of an exemplary embodiment with reference
to the drawing. In the drawing:

Fig. 1 shows, in part, a perspective view of an ex-
emplary embodiment of the apparatus according to
the invention, more specifically of the side of the clos-
ing block with the injection opening;
Fig. 2 shows, in part, a perspective view of the ap-
paratus represented in Fig. 1, more specifically of
the side of the closing block with the riser;
Fig. 3 shows a cross-section through the plate, per-
pendicular to the longitudinal direction of the mold;
Fig. 4 shows a cross-section through the closing
block with the injection opening perpendicular to the
longitudinal direction of the mold;
Fig. 5 shows a cross-section through the closing
block with the riser perpendicular to the longitudinal
direction of the mold; and
Fig. 6 shows a perspective view of the closing block
with the injection opening.

[0018] Figs. 1 and 2 clearly show a plate 1 on which
the plastic edge is to be formed with the aid of the appa-
ratus 2. The apparatus 2 is provided with a carrier 3,
which carrier 3 comprises a carrier body 31, a first carrier
leg 32 and a second carrier leg 33. In the carrier 3, a
mold 4 is included, manufactured from elastic rubber or
plastic. The U-shaped mold 4 is provided with a mold
body 41, a first mold leg 42 and a second mold leg 43.
Figs. 1 and 2 further clearly show a press-on section 5,
which press-on section 5 is provided with a first press-
on leg 51, a press-on body 52 and a second press-on
leg 53. Between the first press-on leg 51 and the second
carrier leg 33, a first flexible hose 69 is included. Between
the second carrier leg 33 and the second press-on leg
53, a second flexible hose 7 is included. The press-on
section 5 can be adjusted upwards and downwards by
inflating or, conversely, discharging pressure from the
first or the second flexible hose 6, 7, respectively. The
press-on section 5 is further bearing mounted so as to
be upwardly and downwardly slideable in a guide housing
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8 connected to the carrier section 3. The slideability is in
a direction, parallel to the carrier body 31 and perpendic-
ular to the plate 1.
[0019] The mold 4 is retained in the carrier section 3
in that in the carrier section 3 suction means 9, 10, 11,
12 are provided. These suction means 9 - 12 are visible
in cross-section in Fig. 3. Fig. 3 clearly shows a suction
channel 9 which extends in longitudinal direction in the
carrier body 4 and which can be connected via a channel
10 directed transversely thereto to a source of reduced
pressure. A similar suction channel 11 extending in lon-
gitudinal direction is also provided in the first carrier leg
32. This suction channel 11 too can be connected via a
channel 12 directed transversely thereto, to a source of
reduced pressure. The mold 4 is further provided with a
lip 44 which is formed on at the free end of the second
mold leg 43. The lip 44 is clamped in a clamp 13 which
is provided on the guide housing 8. By creating a reduced
pressure in the suction channels 9, 11, the mold 4 is
prevented from being pulled from the carrier 3 when the
plate 1 is taken from the mold 4. Furthermore, the position
of the mold 4 relative to the carrier 3 and the press-on
section 5 is accurately defined in that the smooth outer
contours of the mold 4 abut against the carrier 3 the first
press-on leg 51 of the press-on section 5 in a tight-fitting
manner. Figs. 1 - 5 further clearly show that in the first
carrier leg 32, the carrier body 31 and the first press-on
leg 51 at the location of the mold 4, channels 14, 15, 16,
17 are provided for feeding heating medium or cooling
medium therethrough. These channels 14 - 17 are pro-
vided for the purpose of stimulating the polymerization
process in the mold cavity 18 bound by the mold 4 and
the plate 1.
[0020] Fig. 1 further clearly shows the first closing
block 19 provided with an injection opening 20 which is,
via an injection channel 21, in fluid communication with
the mold cavity 18. Fig. 2 shows a second closing block
22 closing off the mold cavity at the other end which is
provided with a riser 23. As soon as, during injection of
plastic via the injection opening 20 into the mold cavity
18, plastic flows from the riser 23, this is a sign that the
mold cavity 18 is completely filled with plastic. At that
moment, the injection process can be stopped. In order
to accurately determine the position of the plate 1 relative
to the mold 4, the first closing block 19 and the second
closing block 22 are provided with positioning pins 24,
one of which is visible in Fig. 6. In the second plate edges
1a, 1b, positioning holes are provided at a defined dis-
tance from the first plate edge 1c. (see Fig. 3). The po-
sitioning pins 24 of the closing blocks 19, 22 are inserted
into the positioning holes and with this, the closing blocks
19, 22 are positioned relative to the plate 1 so that the
depth of the mold cavity 18 is determined. The fact is that
the plate 1 is slid into a mold 4 so far that the closing
block is 19, 22 are pressed against the mold body 41, so
that the end faces of the mold cavity 18 are closed off.
[0021] Figs. 4 and 5 show a similar cross-sectional
view as represented in Fig. 3 however, here, through the

respective closing blocks 19, 22.
[0022] In order to provide a plate 1 with a plastic edge,
in each second plate edge 1a, 1b, a positioning hole is
drilled at a defined distance from the first plate edge 1c.
Then, by the positioning pin is 24 connected thereto, the
closing blocks 19, 22 are inserted into the respective po-
sitioning holes so that the closing blocks 19, 20 are po-
sitioned accurately relative to the plate 1. Then, the plate
with closing blocks 19, 22 is slid into the mold 4 until the
closing blocks 19, 22 abut against the mold body 41.
Thereupon, compressed air is pumped into the first flex-
ible hose 6, so that the press-on section 5 slides down-
wards and the first press-on leg 51 is pressed on the
second mold leg 43 in order to close off the mold cavity
18 in a liquid-tight manner. After that, via injection open-
ing 20 and injection channel 21, plastic can be injected
into the mold cavity 18. When the plastic has cured in
the mold cavity 18, thereupon, the second flexible hose
7 can be inflated while the air is released from the first
flexible hose 6. As a result thereof, the press-on section
5 will move upwards. The clamping of the plate 1 in the
mold 4 is cancelled and the plate 1 can be taken from
the mold.
[0023] During forming of plastic edges, placing the
plate 1 in the mold 4 and/or taking out the plate 1 from
the mold 4, the mold 4 can be held in the carrier 3 by
creating a reduced pressure in the suction means 9, 10,
11, 12 which are provided in the carrier body 31 and,
optionally, in the first carrier leg 32.
[0024] In order to exchange the mold 4, an excess
pressure can be created in the suction means so that the
mold can be pushed from the carrier 3.
[0025] It is clear that the invention is not limited to the
exemplary embodiment described but that various mod-
ifications within the framework of the invention, as de-
fined by the claims, are possible. The U-shaped carrier
section 3 can be built up from various parts. The U-
shaped press-on section 5 too may be built up from var-
ious parts. Naturally, the inside shape of the mold cavity
can be varied so that edges with different shapes can be
formed onto the plate. Further, in the first press-on leg
too, suction means can be accommodated instead of, or
in addition to, the clamp 13 engaging the lip 44.
[0026] Herein, carrier section and press-on section are
understood to refer to elements having a certain cross-
section along the entire length thereof.

Claims

1. An apparatus for providing at least one plastic edge
on a first plate edge (1c), which first plate edge (1c)
is bound at the ends by two second plate edges (1a,
1b), which apparatus is provided with at least one,
substantially U-shaped mold (4) of elastically de-
formable material such as natural or synthetic rub-
ber, which mold (4) comprises a mold body (41) and
a first and second mold leg (42, 43, respectively) and
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which mold (4), in use, together with the plate edge
(1c) bounds a mold cavity (18) having a cross-sec-
tional shape that corresponds to a desired shape of
the plastic edge to be provided, which mold cavity
(18) is accessible to liquid plastic via at least one
injection opening (20), the mold (4) being placed in
a carrier (3) while press-on means (5, 6, 7) are pro-
vided for pressing, in use, the legs (42, 43) of the U-
shaped mold on the plate (1), characterized in that
the carrier (3) is provided with a U-shaped carrier
section (3) with a first carrier leg (32), a carrier body
(31) and a second carrier leg (33), the mold being
placed in a corner created by the first leg (32) and
the body (31) of the carrier (3), the press-on means
(5, 6, 7) comprising at least a first press-on leg (51)
and a first flexible hose (6), the flexible hose (6) being
accommodated between the first press-on leg (51)
and the second carrier leg (33), while the first flexible
hose (6) is connected to a source of compressed air
and is provided with a valve for releasing the pres-
sure in the hose (6).

2. An apparatus according to claim 1, wherein the first
press-on leg (51) forms part of a substantially U-
shaped press-on section (5) which also comprises
a second press-on leg (53) and a press-on body (52),
which press-on section (5) is slideable relative to the
carrier section (3) in a direction parallel to the carrier
body (31) and perpendicular to the plate (1), while
the first flexible hose (6) forms part of drive means
(6, 7) which are provided for realizing the displace-
ment of the press-on section (5) relative to the carrier
section (3).

3. An apparatus according to claim 2, wherein the drive
means (6, 7) are provided with a second flexible hose
(7) which is confined between the second carrier leg
(33) and the second press-on leg (53), while the two
flexible hoses (6, 7) are connected to a source of
compressed air and are each provided with a valve
for releasing the pressure in the respective hose (6,
7).

4. An apparatus according to any one of the preceding
claims, wherein, in use, the mold (4) placed in the
carrier (3) is kept in place by suction means (9 - 12)
provided at least in the carrier body (31) and, option-
ally, in the first carrier leg (32).

5. An apparatus according to any one of the preceding
claims, wherein in the carrier section (3) and in the
first press-on leg (51), channels are provided for
feeding cooling or heating medium therethrough.

6. An apparatus according to any one of the preceding
claims, wherein press-on means (5, 6, 7) are slide-
ably arranged in a direction parallel to the carrier
body (31) and perpendicularly to the plate (1), while

the press-on means (5,6, 7), at least the first press-
on leg (51) thereof, for the purpose of the moveability,
are guided in a guide housing (8) which is connected
to the carrier section (3).

7. An apparatus according to any one of the preceding
claims, wherein, for the purpose of closing off the
end faces of the mold cavity (18), the apparatus is
provided with two closing blocks (19, 22) which, in
use, are pressed against the second plate edges (1a,
1b).

8. An apparatus according to claim 7, wherein, for the
purpose of positioning the plate (1) relative to the
mold (4), each closing block (19, 22) is provided with
a positioning element (24) which cooperates with a
said second plate edge (1a, 1b) for accurately posi-
tioning the respective closing block (19, 22) relative
to the first plate edge (1c).

9. An apparatus according to claim 8, wherein each
positioning element (24) comprises a pin (24), con-
nected to the closing block (19, 22) which can be
received in an accurately positioned hole in said sec-
ond plate edge (1a, 1b).

10. An apparatus according to any one of claims 7 - 9,
wherein the one closing block (19) is provided with
an injection opening (20) which, via an injection
channel (21), is in fluid communication with the mold
cavity (18).

11. An apparatus according to any one of claims 7 - 10,
wherein the other closing block (22) is provided with
a riser (23) in the form of a channel which, on the
one side, ends up in the mold cavity (18) and, on the
other side, in the free space.

12. An apparatus according to claim 10, wherein a plas-
tic injecting device can be connected to the injection
opening (20).

13. A method for providing a plate (1) with a plastic edge,
utilizing an apparatus according to any one of the
preceding claims, wherein a plate (1) is provided with
a first plate edge (1c) to be provided with a plastic
edge, and with two plate edges (1a, 1b) bounding
this first plate edge (1c), while on each second plate
edge (1a, 1b) a closing block (19, 22) is positioned
relative to the fist plate edge (1c), while thereupon,
the plate (1) is slid into the mold cavity (18) of the
mold (4) until the closing blocks (19, 22) abut against
the body (41) of the mold (4), while the press-on
means (5, 6, 7) are brought into a press-on condition
by inflating the first flexible hose (6) so that the legs
(42, 43) of the mold (4) are in liquid-tight perfect abut-
ment with the main surfaces of the plate (1) for form-
ing a liquid-tight, closed off mold cavity (18), while,
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thereupon, a plastic injecting device is connected to
an injection opening (2) and plastic is injected into
the mold cavity (18) until the plastic flows from a riser
(23) provided in the other closing block (22).

14. A method according to claim 13, wherein for the pur-
pose of positioning the closing blocks (19, 22), in
each second plate edge (1a, 1b) a hole is provided
at an accurately determined distance from the first
plate edge (1c), in which hole a positioning pin (24)
of a respective closing block (19, 22) can be re-
ceived.

15. A method according to claim 13 or 14, wherein, after
injection and curing of the plastic, the press-on
means (5, 6, 7) are brought in a position of release
after which the plate (1) is taken from the mold (4).

16. A method according to any one of claims 13 - 15,
wherein, when the plastic edges are formed, the
plate (1) is placed in the mold (4) and/or the plate (1)
is taken from the mold (4), the mold is retained in the
carrier (3) by creating a reduced pressure in the suc-
tion means (9 - 12) which are provided in the carrier
body (31) and, optionally, in the first carrier leg (32).

17. A method according to any one of claims 13 - 16,
wherein for the purpose of exchanging a mold (4),
an excess pressure is created in the suction means
(9-11) so that the mold (4) is pressed from the carrier
(3).

18. A method according to any one of claims 13 - 17,
wherein bringing the press-on means (5, 6, 7) in the
pressing condition is realized by inflating the first flex-
ible hose (6) and draining the second flexible hose
(7) by pressing.

19. A method according to any one of claims 13-18,
wherein bringing the press on means (5, 6, 7) in the
condition of release is realized by inflating the sec-
ond flexible hose (7) and draining the first flexible
hose (6) by pressing.

Patentansprüche

1. Vorrichtung zum Anbringen mindestens eines
Kunststoffrands an einem ersten Plattenrand (1c),
wobei der erste Plattenrand (1c) an den Enden durch
zwei zweite Plattenränder (1a,1b) begrenzt ist, wo-
bei die Vorrichtung mit mindestens einer im Wesent-
lichen U-förmigen Form (4) aus elastisch verform-
baren Material wie z.B. Naturkautschuk oder künst-
lichem Kautschuk versehen ist, wobei die Form (4)
einen Formkörper (41) sowie einen ersten und einen
zweiten Formschenkel (42 bzw. 43) aufweist und die
Form (4) bei Betrieb zusammen mit dem Plattenrand

(1c) einen Formhohlraum (18) begrenzt, der eine
Querschnittsform hat, die der gewünschten Form
des zu erzeugenden Kunststoffrands entspricht, wo-
bei der Formhohlraum (18) über mindestens eine
Injektionsöffnung (20) für flüssigen Kunststoff zu-
gänglich ist, wobei die Form (4) in einem Träger (3)
platziert ist und Andrückvorrichtungen (5,6,7) vorge-
sehen sind, um bei Betrieb die Schenkel (42,43) der
U-förmigen Form an die Platte (1) zu drücken,
dadurch gekennzeichnet, dass der Träger (3) ei-
nen U-förmigen Trägerabschnitt (3) mit einem ersten
Trägerschenkel (32), einem Trägerkörper (31) und
einem zweiten Trägerschenkel (33) aufweist, wobei
die Form in einer durch den ersten Schenkel (32)
und den Körper (31) des Trägers (3) gebildeten Ecke
platziert ist, die Andrückvorrichtungen (5,6,7) min-
destens einen ersten Andrückschenkel (51) und ei-
nen ersten flexiblen Schlauch (6) aufweisen, wobei
der flexible Schlauch (6) zwischen dem ersten An-
drückschenkel (51) und dem zweiten Trägerschen-
kel (33) angeordnet ist, während der erste flexible
Schlauch (6) mit einer Druckluftquelle verbunden ist
und mit einem Ventil zum Auslassen des in dem
Schlauch (6) vorhandenen Drucks versehen ist.

2. Vorrichtung nach Anspruch 1, bei der der erste An-
drückschenkel (51) einen Teil eines im Wesentlichen
U-förmigen Andrückabschnitts (5) bildet, der ferner
einen zweiten Andrückschenkel (53) und einen An-
drückkörper (52) aufweist, wobei der Andrückab-
schnitt (5) relativ zu dem Trägerabschnitt (3) in einer
parallel zu dem Trägerkörper (31) und rechtwinklig
zu der Platte (1) verlaufenden Richtung gleitbar ist,
während der erste flexible Schlauch (6) einen Teil
von Antriebsvorrichtungen (6,7) bildet, die zur
Durchführung der Bewegung des Andrückab-
schnitts (5) relativ zu dem Trägerabschnitt (3) vor-
gesehen sind.

3. Vorrichtung nach Anspruch 2, bei der die Antriebs-
vorrichtungen (6,7) mit einem zweiten flexiblen
Schlauch (7) versehen sind, der zwischen dem zwei-
ten Trägerschenkel (33) und dem zweiten Andrück-
schenkel (53) eingeschlossen ist, wobei die beiden
flexiblen Schläuche (6,7) mit einer Druckluftquelle
verbunden sind und jeweils mit einem Ventil zum
Auslassen des in dem jeweiligen Schlauch (6,7) vor-
handenen Drucks versehen ist.

4. Vorrichtung nach einem der vorhergehenden An-
sprüche, bei der die in dem Träger (3) platzierte Form
(4) bei Betrieb durch Saugvorrichtungen (9-12) in
Position gehalten wird, die mindestens in dem Trä-
gerkörper (31) und optional in dem ersten Träger-
schenkel (32) vorgesehen sind.

5. Vorrichtung nach einem der vorhergehenden An-
sprüche, bei der in dem in dem Trägerabschnitt (3)
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und in dem ersten Andrückschenkel (51) Kanäle zum
Durchleiten eines Kühl- oder Heizmedium vorgese-
hen sind.

6. Vorrichtung nach einem der vorhergehenden An-
sprüche, bei der Andrückvorrichtungen (5,6,7) in ei-
ner parallel zu dem Trägerkörper (31) und rechtwink-
lig zu der Platte (1) verlaufenden Richtung gleitbar
angeordnet sind, wobei die Andrückvorrichtungen
(5,6,7) bzw. mindestens ihr erster Andrückschenkel
(51) zwecks Bewegbarkeit in einem Führungsge-
häuse (8) geführt sind, das mit dem Trägerabschnitt
(3) verbunden ist.

7. Vorrichtung nach einem der vorhergehenden An-
sprüche, bei der zum Verschließen der Endflächen
des Formhohlraums (18) die Vorrichtung mit zwei
Verschlussblöcken (19,22) versehen ist, die bei Be-
trieb gegen die zweiten Plattenränder (1a, 1b) ge-
drückt werden.

8. Vorrichtung nach Anspruch 7, bei der zum Positio-
nieren der Platte (1) relativ zu der Form (4) jeder
Verschlussblock (19,22) mit einem Positionierungs-
element (24) versehen ist, das mit einem der zweiten
Plattenränder (1a,1b) zusammenwirkt, um den je-
weiligen Verschlussblock (19,22) relativ zu dem er-
sten Plattenrand (1c) exakt zu positionieren.

9. Vorrichtung nach Anspruch 8, bei der jedes Positio-
nierungselement (24) einen mit dem Ver-
schlussblock (19,22) verbundenen Stift (24) auf-
weist, der in einer präzise positionierten Öffnung in
dem zweiten Plattenrand (1a,1b) aufgenommen
werden kann.

10. Vorrichtung nach einem der Ansprüche 7-9, bei der
der eine Verschlussblock (19) mit einer Injektions-
öffnung (20) versehen ist, die sich über einen Injek-
tionskanal (21) in Flüssigkeitsverbindung mit dem
Formhohlraum (18) befindet.

11. Vorrichtung nach einem der Ansprüche 7-10, bei der
der andere Verschlussblock (22) mit einem in Form
eines Kanals ausgebildeten Steigrohr (23) versehen
ist, das an einer Seite in dem Formhohlraum (18)
und an der anderen Seite im freien Raum endet.

12. Vorrichtung nach Anspruch 10, bei der eine Kunst-
stoffinjektionsvorrichtung mit der Injektionsöffnung
(20) verbunden werden kann.

13. Verfahren, um unter Verwendung einer Vorrichtung
nach einem der vorhergehenden Ansprüche eine
Platte (1) mit einem Kunststoffrand zu versehen, bei
dem eine Platte (1) einen ersten Plattenrand (1c),
der mit einem Kunststoffrand versehen werden soll,
und zwei den ersten Plattenrand (1c) begrenzende

Plattenränder (1a,1b) aufweist, wobei an jedem
zweiten Plattenrand (1a,1b) ein Verschlussblock
(19,22) relativ zu dem ersten Plattenrand (1c) posi-
tioniert wird und daraufhin die Platte (1) gleitend in
den Formhohlraum (18) der Form (4) bewegt wird,
bis die Verschlussblöcke (19,22) an dem Körper (41)
der Form (4) anliegen, wobei die Andrückvorrichtun-
gen (5,6,7) in einen Andrückzustand versetzt wer-
den, indem der erste flexible Schlauch (6) derart auf-
geblasen wird, dass sich die Schenkel (42,43) der
Form (4) in flüssigkeitsdichter perfekter Anlage an
den Hauptflächen der Platte (1) befinden, um einen
flüssigkeitsdichten, abgeschlossenen Formhohl-
raum (18) zu bilden, wobei daraufhin eine Kunst-
stoffinjektionsvorrichtung mit einer Injektionsöffnung
(2) verbunden wird und Kunststoff in den Formhohl-
raum (18) injiziert wird, bis der Kunststoff aus einem
in dem anderen Verschlussblock (22) vorgesehenen
Steigrohr (23) herausströmt.

14. Verfahren nach Anspruch 13, bei dem zum Positio-
nieren der Verschlussblöcke (19,22) eine Öffnung in
jedem zweiten Plattenrand (1a, 1b) in einem exakt
bestimmten Abstand von dem ersten Plattenrand
(1c) vorgesehen ist und in dieser Öffnung ein Posi-
tionierungsstift (24) eines betreffenden Ver-
schlussblocks (19,22) aufgenommen werden kann.

15. Verfahren nach Anspruch 13 oder 14, bei dem nach
dem Injizieren und Härten des Kunststoffs die An-
drückvorrichtungen (5,6,7) in eine Freigabeposition
gebracht werden, woraufhin die Platte (1) aus der
Form (4) herausgenommen wird.

16. Verfahren nach einem der Ansprüche 13-15, bei
dem, wenn die Kunststoffränder ausgebildet wer-
den, die Platte (1) in der Form (4) platziert wird und/
oder die Platte (1) aus der Form (4) entnommen wird,
die Form in dem Träger (3) rückgehalten wird, indem
in den im Trägerkörper (31) und optional im ersten
Trägerschenkel (32) vorgesehenen Saugvorrichtun-
gen (9-12) ein Unterdruck erzeugt wird.

17. Verfahren nach einem der Ansprüche 13-16, bei
dem zum Austauschen einer Form (4) ein Überdruck
in den Saugvorrichtungen (9-12) erzeugt wird, so
dass die Form (4) aus dem Träger (3) herausge-
drückt wird.

18. Verfahren nach einem der Ansprüche 13-17, bei
dem der Andrückzustand der Andrückvorrichtungen
(5,6,7) hergestellt wird, indem der erste flexible
Schlauch (6) aufgeblasen wird und der zweite flexi-
ble Schlauch (7) durch Drücken entleert wird.

19. Verfahren nach einem der Ansprüche 13-18, bei
dem der Freigabezustand der Andrückvorrichtun-
gen (5,6,7) hergestellt wird, indem der zweite flexible
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Schlauch (7) aufgeblasen wird und der erste flexible
Schlauch (6) durch Drücken entleert wird.

Revendications

1. Appareil pour proposer au moins une bordure en
plastique sur une première bordure de plaque (1c) ,
laquelle première bordure de plaque (1c) est délimi-
tée au niveau des extrémités par deux secondes bor-
dures de plaque (1a, 1b) lequel appareil est prévu
avec au moins un moule sensiblement en forme de
U (4) réalisé avec un matériau élastiquement défor-
mable tel qu’un caoutchouc naturel ou synthétique,
lequel moule (4) comprend un corps de moule (41)
et une première et une seconde patte de moule (42,
43 respectivement) et lequel moule (4), à l’usage,
conjointement à la bordure de plaque (1c) délimite
un cavité de moule (18) ayant une forme transver-
sale qui correspond à une forme souhaitée de la bor-
dure en plastique à fournir, laquelle cavité de moule
(18) est accessible pour du plastique liquide via au
moins une ouverture d’injection (20), le moule (4)
étant placé dans un support (3) alors que des
moyens de pression (5, 6, 7) sont prévus pour com-
primer, en fonctionnement, les pattes (42, 43) du
moule en forme de U sur la plaque (1) caractérisé
en ce que le support (3) est prévu avec une section
de support en forme de U (3) avec une première
patte de support (32), un corps de support (31) et
une seconde patte de support (33), le moule étant
placé dans un coin créé par la première patte (32)
et le corps (31) du support (3), les moyens de pres-
sion (5, 6, 7) comprenant au moins une première
patte de pression (51) et un premier tuyau flexible
(6), le tuyau flexible (6) étant logé entre la première
patte de pression (51) et la seconde patte de support
(33), alors que le premier tuyau flexible (6) est rac-
cordé à une source d’air comprimé et doté d’une
soupape pour libérer la pression dans leur tuyau (6).

2. Appareil selon la revendication 1, dans lequel la pre-
mière patte de pression (51) fait partie d’une section
de pression (5) sensiblement en forme de U qui com-
prend également une seconde patte de pression (53)
et un corps de pression (52), laquelle section de
pression (5) peut coulisser par rapport à la section
de support (3) dans une direction parallèle au corps
du support (31) et perpendiculaire à la plaque (1),
alors que le premier tuyau flexible (6) fait partie des
moyens d’entraînement (6, 7) qui sont prévus pour
réaliser le déplacement de la section de pression (5)
par rapport à la section de support (3).

3. Appareil selon la revendication 2, dans lequel les
moyens d’entraînement (6, 7) sont dotés d’un se-
cond tuyau flexible (7) qui est confiné entre la se-
conde patte de support (33) et la seconde patte de

pression (53), alors que les deux tuyaux flexibles (6,
7) sont raccordés à une source d’air comprimé et
sont chacun dotés d’une soupape pour libérer la
pression dans le tuyau (6, 7) respectif.

4. Appareil selon l’une quelconque des revendications
précédentes, dans lequel, en fonctionnement, le
moule (4) placé dans le support (3) est maintenu en
place par des moyens d’aspiration (9-12) prévus au
moins dans le corps de support (31) et facultative-
ment dans la première patte de support (32).

5. Appareil selon l’une quelconque des revendications
précédentes, dans lequel dans la section de support
(3) et dans la première patte de pression (51), on
prévoit des canaux pour alimenter un milieu de re-
froidissement ou de chauffage à travers ceux-ci.

6. Appareil selon l’une quelconque des revendications
précédentes, dans lequel les moyens de pression
(5, 6, 7) sont agencés de manière coulissante dans
une direction parallèle au corps de support (31) et
perpendiculaires à la plaque (1), alors que les
moyens de pression (5, 6, 7), au moins sa première
patte de pression (51) pour le but de la mobilité, sont
guidés dans un boîtier de guidage (8) qui est raccor-
dé à la section de support (3).

7. Appareil selon l’une quelconque des revendications
précédentes, dans lequel, afin de fermer les faces
d’extrémité de la cavité de moule (18), l’appareil est
doté de deux blocs de fermeture (19, 22) qui, en
fonctionnement, sont comprimés contre les secon-
des bordures de plaque (1a, 1b).

8. Appareil selon la revendication 7, dans lequel, afin
de positionner la plaque (1) par rapport au moule
(4), chaque bloc de fermeture (19, 22) est doté d’un
élément de positionnement (24) qui coopère avec
ladite seconde bordure de plaque (1a, 1b) pour po-
sitionner précisément le bloc de fermeture (19, 22)
respectif par rapport à la première bordure de plaque
(1c).

9. Appareil selon la revendication 8, dans lequel cha-
que élément de positionnement (24) comprend une
broche (24), raccordée au bloc de fermeture (19, 22)
qui peut être reçue dans un trou précisément posi-
tionné dans ladite seconde bordure de plaque (1a,
1b)

10. Appareil selon l’une quelconque des revendications
7 à 9, dans lequel un bloc de fermeture (19) est doté
d’une ouverture d’injection (20) qui, via un canal d’in-
jection (21), est en communication de fluide avec la
cavité de moule (18).

11. Appareil selon l’une quelconque des revendications
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7 à 10, dans lequel l’autre bloc de fermeture (22) est
doté d’une colonne montante (23) se présentant
sous la forme d’un canal qui, d’un côté, se termine
dans la cavité de moule (18) et de l’autre côté dans
l’espace libre.

12. Appareil selon la revendication 10, dans lequel un
dispositif d’injection de plastique peut être raccordé
à l’ouverture d’injection (20).

13. Procédé pour proposer une plaque (1) avec une bor-
dure en plastique, en utilisant un appareil selon l’une
quelconque des revendications précédentes, dans
lequel une plaque (1) est dotée d’une première bor-
dure de plaque (1c) à prévoir avec une bordure en
plastique, et avec deux bordures de plaque (1a, 1b)
délimitant cette première bordure de plaque (1c),
alors que sur chaque seconde bordure de plaque
(1a, 1b), un bloc de fermeture (19, 22) est positionné
par rapport à la première bordure de plaque (1c),
alors que suite à cela, la plaque (1) coulisse dans la
cavité de moule (18) du moule (4) jusqu’à ce que les
blocs de fermeture (19, 22) viennent en butée contre
le corps (41) du moule (4) alors que les moyens de
pression (5, 6, 7) sont amenés dans une condition
de pression en gonflant le premier tuyau flexible (6)
de sorte que les pattes (42, 43) du moule (4) sont
en butée parfaite étanche au liquide avec les surfa-
ces principales de la plaque (1) pour former une ca-
vité de moule (18) fermée étanche au liquide, alors
que suite à cela, un dispositif d’injection de plastique
est raccordé à une orifice d’injection (2) et le plasti-
que est injecté dans la cavité de moule (18) jusqu’à
ce que le plastique coule à partir d’une colonne mon-
tante (23) prévue dans l’autre bloc de fermeture
(22) ;

14. Procédé selon la revendication 13, dans lequel afin
de positionner les blocs de fermeture (19, 22), dans
chaque seconde bordure de plaque (1a, 1b), on pré-
voit un trou à une distance précisément déterminée
de la première bordure de plaque (1c), dans lequel
trou, une broche de positionnement (24) d’un bloc
de fermeture (19, 22) respectif peut être reçue.

15. Procédé selon la revendication 13 ou 14, dans le-
quel, après l’injection et le durcissement du plasti-
que, les moyens de pression (5, 6, 7) sont amenés
dans une position de libération, après quoi la plaque
(1) est retirée du moule (4).

16. Procédé selon l’une quelconque des revendications
13 à 15, dans lequel, lorsque les bordures en plas-
tique sont formées, la plaque (1) est placée dans le
moule (4) et/ou la plaque (1) est retirée du moule
(4), le moule est retenu dans le support (3) en créant
une pression réduite dans les moyens d’aspiration
(9 à 12) qui sont prévus dans le corps de support

(31) et facultativement, dans la première patte de
support (32).

17. Procédé selon l’une quelconque des revendications
13 à 16, dans lequel afin de changer un moule (4),
on crée une pression en excès dans les moyens
d’aspiration (9 à 11) de sorte que le moule (4) est
comprimé par le support (3).

18. Procédé selon l’une quelconque des revendications
13 à 17, dans lequel le fait d’amener les moyens de
pression (5, 6, 7) dans la condition de pression est
réalisé en gonflant le premier tuyau flexible (6) et en
évacuant le second tuyau flexible (7) par pression.

19. Procédé selon l’une quelconque des revendications
13 à 18, dans lequel le fait d’amener les moyens de
pression (5, 6, 7) dans la condition de libération est
réalisé en gonflant le second tuyau flexible (7) et en
évacuant le premier tuyau flexible (6) par pression.
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